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PURPOSE: To manufacture a beautiful product without unevenness in color by 
fornning a pattern printed layer with a pattern whose rear face can be viewed 
through on a transparent thermoplastic base or a base material sheet, laminating 
transparent thermoplastic resin over the layer and then forming a color coating 
material on one face of a processed product after the bending or drawing 
process. 

CONSTITUTION: A pattern printed layer 2 with a through-view pattern is printed 
directly on a resin sheet or a sheet 1 or by the transfer process or the like on a 
transparent thermoplastic resin base on a base sheet 1. A transparent 
thermoplastic resin layer 3 selected properly based on the required height of 
processability and the use of a molded product is formed on the printed layer and 
laminated thereon. A laminate is processed by a bending or drawing means such 
as vacuum molding, press molding, air compression molding or the like, and then 
a colored coating material selected, transparent or of masking properties, is 
applied to one face of a processed product by an optional method such as spray 
coating or brushing. 
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CLAIMS 



[Claim(s)] 

[Claim 1] The manufacture approach of the resin mold goods which prepare the 
pattern printing layer which had the pattern which can look at a rear face through 
a fluoroscope on the substrate of transparent thermoplastics, consider as a 
printing hand, and consist this printing hand of forming the paint film of a coloring 
coating in one field of a workpiece bending or after carrying out spinning. 
[Claim 2] The manufacture approach of the resin mold goods which prepare the 
pattern printing layer which had the pattern which can look at a rear face through 
a fluoroscope on the base material sheet of transparent thermoplastics, or the 
substrate, make the layer of thermoplastics transparent on it a layered product, 
and consist this layered product of forming the paint film of a coloring coating in 
one field of a workpiece bending or after carrying out spinning. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture approach of the 
resin mold goods suitable for using it as an organ bath or various kinds of 
containers. 
[0002] 

[Description of the Prior Art] For example, the resin moid goods used for an 
organ bath are the mold goods of transparent thermoplastics, and there is much 
what gave the design which prepared the pattern printing layer which can be 
looked at through a fluoroscope outside, and performed coloring solid printing 
from on the further. One method of manufacturing this kind of mold goods is the 
approach of carrying out spinning of the plate of thermoplastics and painting to it 
with a thermal-ink-transfer-printing method or a water pressure replica method. 
However, by the thermal-ink-transfer-printing method, when a configuration is 
complicated (for example, when it has a deep crevice), it may be difficult to 
imprint a pattern printing layer completely, and a pattern may be missing. 
Although there is such no problem in a water pressure replica method, a process 
is complicated, muffle painting takes time amount, and a cheap product is not 
obtained. 



[0003] It is and the manufacture approach of a paralysis convex consists of 
carrying out the lanninating of the film of the thermoplastics which printed directly 
the pattern printing layer and coloring solid printing layer which can be looked at 
through a fluoroscope, or printed them to the plate of thermoplastics, and 
carrying out bending of the obtained layered product, the part which the printing 
layer of the part which carried out and carried out bending of the coloring solid 
printing layer inside cringed, and became dense, carried out the coloring solid 
printing layer outside, and carried out bending conversely by a color becoming 
deep when manufactured by this approach - a printing layer - being extended - 
rough - a color becomes it thin that it is ****. If a shade is in the color of a solid 
printing layer, the amount of color mixture with a pattern printing layer will change, 
and it will change to the hue of a pattern in a bending part. For this reason, the 
quality with color nonuniformity of the mold goods obtained was low. 
[0004] 

[Problem(s) to be Solved by the Invention] The purpose of this invention is to 
offer the approach of manufacturing the resin mold goods which it can carry out 
without adopting a troublesome printing means, and there is no color 
nonuniformity, and have a beautiful appearance. 
[0005] 

[Means for Solving the Problem] The typical and desirable mode of the 
manufacture approach of the resin mold goods of this invention As shown in 
drawing 1 , a pattern printing layer (2) with the pattern which can be seen through 
on the substrate of transparent thermoplastics or a base material sheet (1) is 
prepared. The layer (3) of thermoplastics transparent on it is formed, and it 
considers as a layered product (4A), and bending or after carrying out spinning, it 
becomes a configuration as shows this layered product to drawing 2 from forming 
the paint film (5) of a coloring coating in one field of a workpiece (4B). Thus, resin 
mold goods (4C) as shown in drawing 3 are obtained. 
[0006] It moves from the fundamental mode of this invention to processing 
immediately without forming the layer (3) of the transparent thermoplastics 



prepared on a substrate or a base material sheet. 

[0007] As an exannple of the ingredient used as the substrate or base nnaterial 
sheet of transparent thernnoplastics, the acrylic resin, styrene resin, and 
polycarbonate resin which are the independent complex or copolymers of acrylic 
ester (meta), such as the Fori (meta) methyl acrylate, the Pori (meta) ethyl 
acrylate, and polyacrylic acid butyl, are mentioned. Especially the suitable thing 
for because of that of the high workability and transparency is acrylic resin. In 
order to prepare a pattern printing layer with the pattern which can besides be 
seen through, you may print on a direct resin plate or a sheet, and it is good also 
by the replica method. Printing of a pattern should just follow known technique, 
such as a screen method and the gravure method. In addition, a crevice is filled 
up with ionizing-radiation hardenability ink at least, and while irradiating 
superposition and ionizing radiation on a resin film on it and pasting up ink on a 
film, after [ a roll intaglio which is indicated by JP,2-131175,A, for example ] 
making it harden, you may print by the so-called drum printing method which 
consists of removing a film from a roll intaglio. In addition, "transparence" here 
includes both transparency and colorlessness coloring transparence and gloss ** 
transparence. What is necessary is just to add a known coloring agent and a 
known flatting agent, in order to make it coloring transparence or gloss ** 
transparence. 

[0008] When what mixed a polyvinyl chloride, or vinyl chloride and a vinyl acetate 
copolymer and acrylic resin uses the substrate or sheet of acrylic resin as a 
vehicle of printing ink, adhesion with that is good and desirable. In addition, a 
cellulose system, a styrene system, etc. respond to the ingredient made into the 
object of printing, and it is ******. 

[0009] Patterns are arbitration, such as grain, grain, grain, and a abstract shank, 
and a partial pattern that it consists of a thin film of metals, such as aluminum 
formed by vacuum deposition or the electroless deposition method and 
chromium, is also included in a pattern printing layer by this invention. What is 
necessary is just to use a pattern as the aggregate of a transparent thing, a thing 



with a margin, or a halftone dot, in order to enable fluoroscopy of the pattern of 

printing. 

[0010] According to the application of the height of the workability which is, is 
usable as for a polyvinyl chloride, a polycarbonate, polyester, polyolefine, styrene 
resin, etc., and is dennanded out of these although the layer of the transparent 
thermoplastics of a paralysis convex has the optimal acrylic resin and mold 
goods which are formed on a substrate or a sheet, ******** is suitably good. 
When forming the layer of transparent resin on the substrate of acrylic resin, or a 
base material sheet, as for both adhesion, it is desirable to perform casting 
shaping especially using acrylic resin at a good point. 

[001 1] However, endurance, such as the abrasion resistance of a pattern and a 
water resisting property, is not needed so much, and the layer of thermoplastics 
transparent when a base material is a thick plate can be omitted, and it becomes 
the above mentioned fundamental mode. 

[0012] The thickness of a layered product is easy to carry out bending and 
spinning to the range of the sum total of a substrate or a base material sheet, 
and the layer on it being 1-1 0mm and is desirable. 

[0013] What is necessary is just to perform processing of a layered product by 
the known shaping approach as bending, such as a vacuum forming, press 
forming, and pressure forming, or a means of a diaphragm. What is necessary is 
just to determine a process condition suitably according to the shaping approach 
and the physical properties of an ingredient. For example, what is necessary is 
just to process it on conditions with a die temperature [ of 80-160 degrees C ], 
and an ingredient skin temperature of 100-200 degrees C, when a substrate and 
the thermoplastics on it carry out the vacuum forming of the layered product 
made of acrylic resin. 

[0014] Concealment nature may also have a transparent thing, it responds to the 
design given to mold goods, and a coloring coating is ******. Spreading of a 
coating is arbitration, such as a spray coat and brush coating. 
[0015] 



[Function] In the nnanufacture approach of this invention, since paint filnn 
fornnation is perfornned after processing a layered product, a paint filnn has the 
unifornn depth of shade, and can manufacture the resin nnold goods which 
present the beautiful appearance which does not have color nonunifornnity in 
cooperation with a pattern printing layer. 
[0016] 

[Exannple] The transparent acrylic resin filnn "HBS-001" (Mitsubishi Rayon nnake) 
with a thickness of 75 micrometers was prepared as a thermoplastics film, and 
gravure of the pattern of a grain tone was carried out on it with the printing ink 
"VMC" (product made from a THE ink tech) of an acrylic resin-vinyl chloride vinyl 
acetate copolymer system. A pattern can look at a rear face through a 
fluoroscope through the margin section. 

[0017] The printing side was turned up and it covered with this film at the bottom 
of shuttering, and the thing to which added 1% of benzoyl peroxide to the 
monomer of a methyl methacrylate as a catalyst, heated it to it, and it was made 
it to carry out a polymerization about 15% was slushed in this shuttering, and 
was inserted and heated with two plates from the upper and lower sides, the 
polymerization of the whole was carried out, and the layered product with a 
thickness of 5mm was manufactured. 

[0018] After carrying out the vacuum forming of the above-mentioned layered 
product to the configuration which showed the cross section in drawing 2 in the 
die temperature of 110 degrees C, the acrylic resin film plane was made to apply 
and dry opaque enamel, and the coloring paint film was formed. The obtained 
resin mold goods do not have color nonuniformity, and had the beautiful 
appearance. 
[0019] 

[Effect of the Invention] According to the approach of this invention, a beautiful 
thing without color nonuniformity can be manufactured in the resin mold goods 
which have pattern printing of a pattern and the layer of a coloring coating which 
can be looked at through a fluoroscope. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] The sectional view showing an example of the layered product 
prepared at the beginning of the process of the manufacture approach of this 
invention. 

[Drawing 2] The sectional view showing the workpiece which processed and 
obtained the layered product of drawing 1 . 

[Drawing 3] The sectional view showing what prepared the paint film of a coloring 
coating, i.e., the resin mold goods manufactured by the approach of this 
invention, in the workpiece of drawing 2 . 
[Description of Notations] 

1 Substrate of Transparent Thermoplastics 

2 Pattern Printing Layer 

3 Layer of Transparent Thermoplastics 
4A Layered product 

4B Workpiece 
4C Mold goods 

5 Paint Film of Coloring Coating 
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DRAWINGS 



[Drawing 1] 




[Drawing 3] 
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WRITTEN AMENDMENT 



[Filing Date] December 14, Heisei 4 
[Procedure amendment 1] 
[Document to be Amended] Specification 
[Item(s) to be Amended] Claim 2 
[Method of Amendment] Modification 
[Proposed Amendment] 

[Claim 2] The manufacture approach of the resin mold goods which prepare the 
pattern printing layer which had the pattern which can look at a rear face through 



[a procedure revision] 



a fluoroscope on the base material sheet of transparent thernnoplastics, or the 
substrate, fornn the layer of transparent thernnoplastics on it, consider as a 
layered product, and consist this layered product of forming the paint film of a 
coloring coating in one field of a workpiece bending or after carrying out spinning. 
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